AMENDMENTS TO THE CLAIMS 

1. (currently amended) A method for applying a coating to a surface-of a n item 
s ubstrat e, said method comprising: 

providing a die having a cavity and an aperture, said aperture having a collection 
surface and a parallel surface; 

providing a substantially rigid substrat e item for coating, wherein a cross- 
sectional configuration of said item corresponds to a cross-sectional configuration of said 
aperture of said die ; forming said substrat e to hav e a substantially uniform cross sectional 
profile; 

feeding a coating material into said cavity of said die; 

using said collection surface as a receiving channel that collects said coating 
material in said cavity for application onto a surface of said item; p ushing said substrate 
through an ap e rtur e of a substrat e coating d e vic e , said apertur e substantially conforming 
to said cross s e ctional profile of said substrat e ; and 

applying , with said substrat e coating devic e , said coating material to said surface 
of said item by passing said item through said cavity and said aperture of said die, 
wherein said parallel surface is parallel to said surface of said item . 

2. (currently amended) The method of claim 1, further comprising a step of heating 
at least a portion of said item s ubstrat e to a temperature greater than an-ambient temperature. 

3. (currently amended) The method of claim 1, further comprising a step of treating 
at least a portion of said substantially rigid item substrat e. 
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4. (currently amended) The method of claim 3, wherein said step of treating 
comprises at least one is selected from th e group consisting of : 

(i) applying a high pressure steam cleanin g to said item 7 ; 
(iO applying a high pressure air cleanin g to said item; ? 

(iii) applying a solvent cleanin g to said item? ; 

(iv) applying a water bath cleanin g to said item- ; 
(V) coolin g said item- ; 

(vi) stackin g said item ?; and 

(vip cutting said substrat e item into desired lengths. 

5. (currently amended) The method of claim 1, wherein said providing a 
substantially rigid substrat e item further comprises providing a plurality of substantially rigid 
non-continuous substrat e items for passing in series through said cavity and said aperature of 
said die . 

6. (currently amended) The method of claim 2, wherein said heating said substrate 
item further comprises heating said substrat e item t o a temperature substantially greater than 
said ambient temperature to promote a bond with said coating material. 

7. (currently amended) The method of claim 1 5 wherein said applying said coating 
material to said surface of said item comprises coating said substrat e item with said coating 
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material such that said coating material comprises a substantially uniform thickness in the range 
of 0.001 inches to 0.250 inches on said surface of said item . 

8. (currently amended) The method of claim 1, wherein said coating material is 
comprises at least one s e l e ct e d from th e group consisting of (0 an acrylics, (ii) a p oly-vinyl 
chlorides (P.V.C.), (iii) an A.B.S., (iv) a p olyesters, polypropylenes, (V) an A.S.A., and (vi) a 
nylons. 

9. (previously presented) The method of claim 1, wherein said coating material 
comprises a thermal plastic. 

10. (currently amended) The method of claim 1, wherein said coating material 
comprises_a pigmentation. 

11. (previously presented) The method of claim 1, wherein said coating material 
comprises an absence of pigmentation. 

12. (currently amended) The method of claim 1, wherein said pushing st e p passing 
said item through said cavity and said aperture is an automated process . 

13. (currently amended) The method of claim 1, wherein said passing said item 
through said cavity and said aperture p ushing st e p is a manual process . 
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14. (currently amended) A method for applying a coating material to one or more of a 
plurality of items in series non - continuous substrate , said method comprising: 

providing a two-part die having a cavity and an aperture, said aperture having a 
collection surface and a parallel surface; 

providing a non-continuous, substantially rigid substrat e item for coating, wherein 
a cross-sectional configuration of said item corresponds to a cross-sectional configuration 
of said aperture of said die having a substantially uniform cross s e ctional profile ; 

feeding a coating material into said cavity of said die; 

using said collection surface as a receiving channel that collects said coating 
material in said cavity for application onto a surface of said item; p roviding a substrat e 
coating d e vic e having a first ap e rture substantially conforming to said cross s e ctional 
profil e and a s e cond ap e rtur e larg e r than, but conforming to, said first ap e rtur e , wh e r e in 
said substrat e coating d e vic e furth e r compris e s a substrat e coating material to coat said 
substrat e wh e n said substrat e is passed through said first and said s e cond ap e rtures; 
h e ating said substrat e to a t e mp e ratur e substantially gr e at e r than an ambi e nt t e mp e ratur e ; 
and 

a pplying said coating material to said surface of said item by passing said item 
through said cavity and said aperture of said die, wherein said parallel surface is parallel 
to said surface of said item pushing said substrat e through said first and s e cond ap e rtur e s 
of said substrat e coating d e vic e to coat at l e ast a portion th e r e of 

15. (currently amended) The method of claim 14, further comprising a step of pre- 
treating said substrate. 
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16. (currently amended) The method of claim 15, wherein said step of pre-t reating is 
s e l e ct e d from th e group consisting comprises at least one of (0 applying a high pressure steam 
cleanin g to said item , (if) applying a high pressure air cleanin g to said item , fiii) providing a 
solvent cleanin g to said item , (iv) providing a water bath cleaning to said item , (v) coolin g said 
item , stacking, and (vi) cutting said substrat e item into desired lengths. 

17. (currently amended) The method of claim 14, wherein said non-continuous 
substrat e item comprises a plurality of substrat e discrete item lengths, each substrat e discrete 
item length having a substantially identical cross-sectional prefil econfiguration . 

18. (currently amended) The method of claim 17, wherein said pushing p assing said 
substrat e item further comprises passing p ushing each of said plurality of substrat e discrete item 
lengths through said cavity and said aperture of said die first and s e cond ap e rtures of said 
substrat e coating d e vice in series. 

19. (cancelled) 

20. (currently amended) The method of claim 4-9 14, wherein said step of applying 
said coating material further comprises applying coating said substrat e with said coating mat e rial 
such that said coating mat e rial compris e s a substantially uniform thickness of said coating 
material in the range of 0.001 inches to 0.250 inches on said surface of said item . 
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21. (currently amended) The method of claim 14, wherein said coating material is 
comprises at least one selected from th e group consisting of (i) an acrylics, (ii) a p oly-vinyl 
chlorides (P.V.C.), (iii) an A.B.S., (iv) a p olyesters, (v) a p olypropylenes, (vi) an A.S.A., and 
(vii) a nylons. 

22. (currently amended) The method of claim 14, wherein said coating material 
comprises athermal plastic. 

23. (currently amended) The method of claim 14, wherein said coating material 
comprises augmentation. 

24. (previously presented) The method of claim 14, wherein said coating material 
comprises an absence of pigmentation. 
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